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(64) . VofrlchtungiumtochanvonLangldcharnlnRohra 



(65) spreizbarer Matrizaneufnahmedorn, Keilachteber, 
etastischer Sehieber. Doppelgelenk. vartikal bewegliche 
FOhrungsplatte. fadarnda Fuhrungaplatte, kaina 
MaBabweichurtgen, keine Schnittrandar 
(57) Zial dor Erfindung 1st es. aine Vorrlchtung lum Lochen 
von Unglocbef n in Rohre zu entwickotn. mlt deren Einsati 
Mafiabwelchungen balm tochan daa Rohres und 
Beacnftdigungen am Malrizenaufnahmedom vermieden 
warden, wobel dia Schnittrandar nacharbeitungaf rei 
ausgefuhrt sain action. Dies wird erretcht indem mlttels 
etnea apreizbaren Metrizenaufnahmedorna. zu dam ain 
Kailschiabar gehdrt. dar an dar obaran Grundplatta 
bof estigt 1st und eto Sehieber mlt olaatischon Etementen 
vom Kaaachiabar in vertikaler Richtung durchdrunscr. vvirJ, 
so daB dar etastischa Sehieber mittela elnes varbindendan 
Ooppetgelonka mit dor Betatigungsstange, dia durch 
Fuhrungaschaiben in dar Auf nahme axial varechtablich 
gofuhrt ist. eine beweglicha Einheit daratettt. wobei sich an 
darem Ende die Mitnehmerscheibo im Schtebekail 
befindat. Im Zusammenwlrkan daa apraizberen 
Matrizenaufnahmedomas mit der vartikal bewegllchen, 
f edemd gefuhrlen Fuhrungsplatta %vird nun daa Lochen In 
seiner zeitfichen Abfolgo realtaiert. Fig. 1 
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Patentansprficha: 

1 . Vor r ichtung zum Lochan von langlochern in Rohre. gekennzelchnet dadurch. daG lam hlnteren 
Enda aines Matrizenaufnahmedorns (1) aln Keilschlebar (12) ongeordnet .st welcher an elner 
oberan Grundplatta (11>be.esti 9 tist,dere.nen Schlebar (7) dar m,t amam ''"j'^^E^nt (24) 
versehen ist und dar In elnem F0hrungsk6rper (10] gleitend gelagert 1st In vertikaler Richtung 
durchdringt, wobei dar Schiebar (7) mlttels Doppelgelenk (8) mit e.ner Befest.pungsstange (6) die 
ami verschieblich in dar Fuhrung (6) dar Auinahme (17) gelagen .st wobe. am andaren Enda dar 
Betotigungsstange (51 alne Mitnahmerschalbe (4) Im Schiebeke I (3) befestigt is uind etnar 
Fuhrungsplatte (18). dla mil dar Aufnahme (17) fast varbunden .st, dutch , federnde Elemente (19 
und 20) mlttels FOhrungssaulen (21 >. welche in den oberen und unteren Grundplatten (9 und 1 1) 
varankertsind,mitVorspannung gelagert ist. „ L1 L „, . ne\..~A 

2. Vorrichtung nach Anspruch l.gekennzelehnet dadurch. daBim Schieber (7)e.nGle.tstuek (26)und 
ain elastlsches Element (24) angeordnet sind. -i-.,s«rh«« 

3. Vorrichtung nach Anspruch 1 , gekennzelchnet dadurch. daS das GlettstOck (26) ein elastisches 

Element ist. 
Hierzu 2 Seiten Zeichnungen 

AnweVdungegebtat dor Erflndung 

Die Erfinduno fiod.1 veiwandeng in der metattverarbeitenden Industrie; »o belapielaweiae im M.lalleichtbeu. MetaKmobelbau. 
fur den Ger ustbeu oder eber Metallgeldnderbeu. 

Cher.kteristlk dar bekannten teehnlachen Loeungen 

Fur da. lochan von Rohrwandun B .n sind Vorrichtungen mil und ohno Gaganm.trUa bek.nnl 0« lochen Gegenmi .ri.e 
<Ein 5 7e*en>h..durchd.no^ 

Rohr.bm.5 wngen und Qu.UWtttorderungen. stark alngeachrinkl und gagenwSrtlg noeh nlcht erforschl. 
Sehnektoempal. Naehteilig dar la.ttgenannter. LSaung ist der aul retauv groUe R 0 h,^rchm.aser«.ng B »ch,inM. 
*.ConZs1v^ 

da, lunar, dea Rohre, .ing.IGhrt.rn Matrlren-Autnahmedom. Um .In Wchte. Autachleb«, d,^Roh«. au *m 
^ZL.hwhm.dom n. ?««w»h.Ws..n und Form- und MatUbwalehongen da. Rohres euszugtalchen. iat bekjnnt. dan 
Aulnahmedom mitiala Koflechlebef apreiiber Oder ale taweglich.nH.bel n. 0™***". MMnQber dam 

Ru^dheillsVeTne Bfegebelaalung dea Matriien-Autnahmedomes aowohl brim Sprdzen desOornea vordem ,^»ntl.eh.n 
LhntdCgangS 

Sehneldrlchtunol wie auch in der Ourchtuhrvng des Schneidvorgangea (Rohrdurehmeaaer Iat geflenOb.r dam SolWurenmester 
« Wat -aSl«tu~gln SehneW.icMung) moglich und kann zur Zeratorung dar Schn.,d»nr,eh,ung fuh«n. 

Bel des Erflndung 

7i«i rt«r Erfinduno. sine Vor richtung rum Lochen von LanglOchei n in Rohre ru entwieketn. mlt dercn Etasatl 
Ma^a^en^m^d^ * 
Schnittrender nacharbeitungsfrel •usgofahrt sain roUen. 

Oar tegung d*» WtMn* dtr Erflndung 

Der Erfinduno Beat die Aulgebe n»gw«^ 

^SS^S^S! ^chw^llvom End* de» Rohre. •nlf e mt mit Schneiditempd und Mtfrit* erfolgen toll. 

dott boim Schnitt .urtrt.nd* fiieg^e issuing en. di. lur ZerstSrung dea Mstrlzenaulnarimedoms fuhren wOrden. va.rn.eden 

untrtr^ng^ 

lochend. Rohr ist deb.i Ma rum Anacnlagbund aul den Matritenoulnahmadorn «u achieban. m.t beg.nnendom F-re.aenvo.se 
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dia «rtiUl. Btw. 0 uno der ober.n Crundpl.lte. die mitt.l. KeB.ehieber. Sthl.ber. BetMgung.mnge und 
Schl«bekeil und dor Auflage. urn denech i. B. pneumetftch .ntlemt ~w«fd«i». 
M.^n^edo^ 

•ta.ti.che Etamenle wlwitauder vom Keil.chieber in «rt.kalor Rkttung <^hd.u^.n-M>^da^e^Kn8»^ " 



unteren Gruodplauen bofosUgt 
AutfOhrungsb«Upl«l 



W.Erl.ndun„h..nh««ld».nd. n R»„.n1und2«h«n«i*h A U -6hn J n 8 .b*p..tan»h. f -H to Mm.E. W .9-n 

SmSSSSTw wi*w in ihre, Federkr* «Mirt> ebgeaimmt. vorge.p~.nl. un.ec. ^« ^ ' S ^ 
M«ui™.ufnehmedo.n 1 und Sehtobrteil i in ^« fc [ J^'^'^^n. iin ^rli e*ie.t.m. der grouer .1. 

tta.ti.eh. Element* 24. die .m Schiebee 7 .no^dnwil^rrn^dan. 

^ m w^.tb.iU.b..ulind.rVorr i d., U ng h t«>B. S «.tt«.d.Bd- Beglnn do. ^ 8 ^»^^^^rC^m 
St^pei.iaindi.W.^ 

Schr^id.n .n.s.ehende Schni.Ubl.il 16 fJ II. durch CWnungan .m ^"^^!'^^^^^^^^^^^p, aslB moititt^bBt 
S^rei^dcn wird im Ourchme.ser redutiert - die Vor.lehUing lit wiede. .n Werk..uck.uln.hn,.po. l tion. 
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joint, vertically moveable guide plate, springy guide plate, no 
dimensional tolerances, no edges of cut 
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(57) Goal of the invention is to develop a device to punch oblong holes into 
tubes. With the use. of said device dimensional tolerances during the 
punching operation of the tube and damage to the die holding mandrel are 
avoided, whereby the edges are to be cut without any need for reworking. 
This goal is reached by means of an expandable die holding mandrel, which 
has a wedge-shaped slide, fastened to the upper base plate, and in that a 
slide with elastic elements is penetrated in the vertical direction by 
the wedge-shaped slide so that the elastic slide represents a moveable 
unit by means of a connecting double joint with the actuating rod, which 
can be moved axially in the receptacle by means of guide disks and on 
whose end is located the driving disk in the slide wedge. At this stage 
the punching operation is realized in chronological sequence through the 
interaction of the expandable die holding mandrel with the vertically 
moveable, springy guide plate. Figure 1 
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Patent Claims: 

1. Device to punch oblong holes in tubes, characterized in that on the rear end 
of a die holding mandrel (1) there is a wedge-shaped slide (12), which is 
fastened to an upper base plate {11} and which penetrates in the vertical 
direction a slide (7), which is provided with an elastic element (24) and 
can slide in a guide body (10), whereby the slide (7) is mounted with 
prestress by means of a double joint (8) with an attachment rod (5), which 
can be slid axially in the guide (6) of the receptacle (17), whereby a 
driving disk (4) in the slide wedge (3) is fastened on the other end of the 
actuating rod (5), and with a guide plate (18), which is connected 
stationarily to the receptacle (17), by means of springy elements (19 and 
20) by means of the guide columns (21), which are anchored in the upper and 
lower. base plates (9 and 11). 

2. Device, as claimed in claim 1, characterized in that a slipper (26) and an 
elastic element (24) are disposed in the slide (7) . 

3. Device, as claimed in claim 1, characterized in that the slipper (26) is an 
elastic element. 

2 Sheets of Drawings 



Field of Application of the Invention 

The invention is used in the metal working industry, thus, for example, in 
light metal const met ion, metal cabinetry, for the construction of scaffolding 
and metal railings. 

Characteristics of the Prior Art Technical Solutions 

There exist devices with and without counter dies to punch the walls of tubes. 
Punching without counter die (entering) has advantages due to the simple 
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construction of the tool, but the field of application is extremely limited to 
the dimensions of the tube and the quality requirements and has not been 
researched to date. 

To punch with a counter die there exist solutions with cutting punches that are 
disposed outside and also inside the wall of the tube. The drawback of the 
latter solution is that the field of application is limited to relatively large 
tube diameters. 

Therefore, it seems especially expedient to punch with a cutting punch, 
disposed outside the wall of the tube, and with a die holding mandrel, inserted 
into the interior of the tube. To guarantee that the tube can be readily slid 
on the die holding mandrel and to compensate for shape and dimensional 
tolerances of the tube, it is well-known to design the holding mandrel so as to 
be expandable by means of a wedge -shape slide or as a moveable lever. 

To avoid unduly high loads of bending moments on the die holding mandrel, a 
bearing surface is provided opposite the cutting punch on the outside wall of 
the tube that is not to be punched. In conjunction with the possible shape and 
dimensional tolerances of the tube, however, the arrangement of such a bearing 
surface alone is inadequate to ensure that the die holding mandrel will not be 
overloaded. In the case of deviations from the outside diameter or roundness of 
the tube, a bending load on the die holding mandrel is possible both when the 
mandrel is expanded prior to the actual cutting operation {tube diameter is too 
large compared to the desired diameter-bending load opposite the cutting 
direction) and when the cutting operation is carried out (tube diameter is too 
small compared to the desired diameter-bending load in the cutting direction) 
and can result in the destruction of the cutter. 

Goal of the Invention 

The goal of the invention is to develop a device for punching oblong holes in 
tubes. The use of this device makes it possible to avoid dimensional tolerances 
during the punching operation of the tube and damage to the die holding 
mandrel, whereby the edges are to be cut without any need for reworking. 
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Presentation of the Essence of the Invention 

The invention is based on the problem of providing a device to produce oblong 
holes in tubes, wherein the holes, even far from the end of the tube, are to be 
cut with a cutting punch and die. 

Deformations, burrs and dimensional tolerances in the cutting area of the hole 
are to be ruled out by the use of a die holding mandrel, which is expandable 
inside the tube, whereby the die holding mandrel is designed in such a manner 
that bending loads, which are generated while cutting and would result in the 
destruction of the die holding mandrel, are avoided; and changes in the inside 
diameter of the tube are compensated for. 

The invention solves the problem with a device, in which oblong holes, running 
in the longitudinal direction of the tube axis, are punched using an expandable 
die holding mandrel, which is located inside the tube. The tube to be punched 
must be slid on the die holding mandrel up to the stop collar. As the press 
feed begins, the upper base plate, which clamps the wedge-shaped, expandable 
die holding mandrel in the tube by means of a wedge-shaped slide, slide, 
actuating rod and driving disk, moves vertically. At this stage following the 
clamping and additional vertical movement of the upper base plate, the tube to 
be worked is put so as not to rotate on the prismatic bearing by means of the 
vertically moveable guide plate owing to the force of the spring elements in 
the upper guide sleeves, which act against the force of the spring elements, 
which are arranged under the guide plates. As the upper base plate continues to 
descend, the actual cutting operation begins as the cutting punch pierces the 
wall of the tube. The resulting waste from the cutting operation falls through 
openings in the die holding mandrel, slide wedge and the bearing, in order to 
be removed thereafter, for example, pneumatically. 

In the reverse order of sequence, the cutting punch is now led back and the 
tube is released from the die holding mandrel, whereby the receptacle is held 
so long on the tube by means of the spring elements until the cutting punch is 
guided out of the area of the punched oblong hole. 



After the worked tube has been removed from the die holding mandrel, the device 
is in the start position; and the sequence of operations can be repeated. 
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The construction of the device to carry out the described sequence of 
operations is realized in that the expandable die holding mandrel has a wedge 
shaped slide, which is fastened to the upper base plate, and a slide, which 
exhibits elastic elements and which is penetrated by the wedge-shaped slide in 
the vertical direction so that the elastic slide represents a vertically and 
axially moveable unit by means of a connecting double joint with the actuating 
rod, which can be slid axially in the vertically moveable receptacle with the 
aid of a moveable guide. With said unit the die holding mandrel can be clamped 
inside the tube by sliding the slide wedge, using a driving disk, which is 
located at the end of the actuating rod and which is connected stationarily to 
the slide wedge. The guide plate, which is connected stationarily to the 
receptacle, is held so as to be vertically moveable in predetermined working 
positions by means of springy elements, enclosing the guide columns. The guide 
columns are fastened in the upper and lower base plates. 



Embodiment 



The invention is explained in detail with reference to the embodiment depicted 
as a schematic drawing in Figures 1 and 2. 

Figure 1 is a side cross sectional view of the device. 

Figure 2 is a front view of the device in the opened state (a) and in a 
position just prior to the cutting operation (b) . 

The drawings depict a practical embodiment of the invention. The device 
comprises a die holding mandrel 1 with cutting die 2, which is fastened in a 
provided recess and whose diameter can be changed through axial movement of the 
slide wedge 3. The slide wedge 3 can be moved through a T groove or a dovetail 
groove in the die holding mandrel 1. Recessed in the slide wedge 3 is a groove, 
with which a driving disk 4 of the actuating rod 5 engages. The actuating rod 5 
is guided axially by means of guide disks 6 and connected to the slide 7 by 
means of a double joint 8. The wedge shaped slide 12, fastened to the upper 
base plate 11, engages with the slide 7, guided in a guide body 10, mounted on 
the lower base plate 9. A cutting punch 13 is arranged and adjusted in such a 
manner that during the cutting operation it can be introduced into the die 2 
with the requisite cutting gap. Opposite the cutting punch 13, a bearing 14, 
serving to bear the tube 15 during the cutting operation, is mounted on the 
lower base plate 9. The bearing 14 and the die holding mandrel 1 and the slide 
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wedge 3 exhibit recesses, which serve to remove the waste 16 of the cutting 
operation. The die holding mandrel 1 is fastened in a receptacle 17, connected 
to the moveable guide plate 18. Upper stronger springs 20, guided on the guide 
bolts 21, and prestressed lower weaker springs 19, which are synchronized in 
their spring force, act on the guide plate 18. The springs 19 and 20 are 
actuated over pressure rings 22 by means of guide sleeves 23, attached to the 
upper base plate 11. The sliding wedge 3, the actuating rod 5 and the double 
joint are stabilized by means of the elastic element 24 against overloading. 

In the workpiece receiving position of the device {Figure 2, left side), the 
expanding mandrel, comprising die holding mandrel 1 and slide wedge 3, is put 
into the minimum diameter position. The springs 19 and 20 are relieved up to 
their prestress value. Between the bearing 14 and the slide wedge 3 of the 
expanding mandrel there is a distance that is larger than the wall thickness of 
the tube. Thus, the tube 15 to be punched can be slid without any difficulties 
on the expanding mandrel up to a stop collar 25 located on the same. 

In actuating the press feed, first the expanding mandrel is clamped in the tube 
15 by means of the wedge-shaped slide 12, slide 7, actuating rod 5 and driving 
disk 4 . 

If the diameter of the tube 15 deviates too much, potential overloads of the 
clamping mechanism are avoided by means of elastic elements 24, arranged on the 
slide 7. 

After clamping the expanding mandrel, the force effect of the upper springs 20 
affects the descent of the moveable guide plate 18, mounted on the lower 
springs 19, together with the expanding mandrel, fastened on the receptacle 17, 
and the tube 15 that is slid on. The tube 15 is put on the prismatic bearing 14 
in the lower area of the wall of the tube, thus avoiding by means of the 
springs 19 and 20 too high a bending moment, which could result in the 
destruction of the die holding mandrel 1. 

The rest of the sequence of operations .in the device is designed in such a 
manner that the cutting operation does not start with the penetration of the 
cutting punch 13 into the wall of the tube 15 until the tube comes to bear on 
the bearing 14. The waste 16 generated by the cutting operation falls through 
the openings in the die holding mandrel 1, the slide wedge 3 and the bearing 
14, and can be removed or discarded, for example, pneumatically. In the reverse 
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movement of the press feed, the operation runs in reverse. The guide plate 18 
is moved to the top as the springs 19 and 20 are relieved of stress. The 
diameter of the expanding mandrel is decreased. The device is again in the 
workpiece receiving position. 



[see source for Figures] 
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